where ~12 and L2 are the attenuation and thickness of the specimen, respectively.
Note that the same FlF2 is assumed for the different specimens. Dividing eqn.
(2) by eqn. (3) gives
Taking the natural logarithm of eqn. (4) The fiber and matrix volume fractions for variations in cure temperature and pressure are shown in Fig. 3 . In general, an increase in cure temperature produced an increase in fiber volume fraction and a corresponding decrease in matrix volume fraction. The void volume fraction data are summarized in Table 1 . Fig. 4 shows the void volume fraction versus cure temperature. It is observed that, in general, the minimum void volume fraction occurred at a cure temperature of 175°C. Fig. 5 shows the void volume fraction versus cure pressure.
It is observed that for each cure temperature the minimum void volume fraction occurred at a cure pressure of 0.86 MF'a.
Flexural Stiffness
The initial flexural stiffness data are summarized in Table 1 . Fig. 6 shows the flexural stiffness versus the number of fatigue cycles for specimens fabricated under the various conditions. For each specimen, the flexural stiffness decreased beyond 10,000 fatigue cycles. Fatigue failure is defined arbitrarily as the point when the thickness-normalized stiffness decreases to 12.5 N/cm. The number of cycles to fatigue failure for each specimen is summarized in Table 1 . With reference to the void volume fraction data in Table 1 , it is observed that, in general, a specimen with a relatively low void volume fraction had a relatively high initial flexural stiffness and a relatively long fatigue life.
Ultrasonic Through-Transmission Attenuation
The relative initial attenuation data at 4.0 MHz are summarized in Table 1 . With reference to the void volume fraction data in Table 1 , the relative initial attenuation versus the void volume fraction of the asfabricated specimens is shown in Fig. 7 . The vertical bars through the data points represent the standard deviations of the attenuation measurements.
It is observed that the relative initial attenuation increased with the void volume fraction.
With reference to the fatigue life data in Table  the relative initial attenuation versus the number of cycles to fatigue failure is shown in Fig. 8 . A straight line was fitted by eye to the data. Fig. 9 shows the relative increase in attenuation AU* versus the number of fatigue cycles for specimens fabricated under the various conditions.
For each specimen, the attenuation increased beyond 10,000 fatigue cycles. (1) (2) (3) (4) (5) (6) 
In general, over the temperature range of 150 to 2OO"C, the minimum void volume fraction ocurred in specimens cured at 175°C.
The exception is the specimens cured at 0.86 MPa and 200°C.
Over the pressure range of 0.52 to 0.86 MPa, the minimum void volume fraction ocurred in specimens cured at 0.86 MPa. Thus, future studies should investigate even higher cure pressures to minimize void content.
In general, an increase in cure temperature produced an increase in fiber volume fraction and a decrease in matrix volume fraction.
Beyond 10,000 cycles, the flexural stiffness decreased with the number of fatigue cycles. 
